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PRELIMINARY AMENDMENT 

Commissioner for Patents 
Washington, D.C. 20231 

Sir: 

Prior to examination, please amend the above-identified application as follows: 
IN THE CLAIMS: 

Please insert the following amended claims: 

3. System of conveyance as set forth in claim 1 or 2, characterized by the fact that the 
gripper device (26) comprises a mandrel (28) that engages in an axial direction inside the neck 
(12) of the blank (10), by the fact that the stabilizer (34) comprises a bore whose diameter is 
more or less identical to the inner diameter of the neck (12) and in which the mandrel (28) can 
slide in an axial direction, and by the fact that, in the high position, the mandrel (28) is received 
inside the stabilizer (34) whereas in the low gripping position, the mandrel (28) extends outside 
the bore, through a lower opening delimited by an upper bearing edge (40) of the stabilizer (34). 



4. System of conveyance as set forth in claim 3, characterized by the fact that, at the 
beginning of its course toward the gripping position, the mandrel (28) drives the stabilizer (34) 
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which comes to rest by its lower edge (40) against the preform (10) so as to press it against the 
bearing surface (23), where the mandrel (28) continues its course to its gripping position. 

6. System of conveyance as set forth in claim 3, characterized by the fact that the mandrel 
(28) is received and tightened in the bore of the stabilizer (34) so that the mandrel (28) drives the 
stabilizer (34) by adherence. 

8. System of conveyance as set forth in claim 2, characterized by the fact that the gripper 
device (26) and the stabilizer (34) are connected in the axial direction by elastic means. 

9. System of conveyance as set forth in claim 1, characterized by the fact that the 
stabilizer (34) slides in an axial direction in a tubular guide sheath (36) that is integral with the 
conveyor element (38, 24). 

10. System of conveyance as set forth in claim 1, characterized by the fact that the 
stabilizer (34) comes to rest on the upper edge (42) of the neck (12) of the blank (10). 

1 1 . Thermal conditioning oven for a blowing installation for thermoplastic containers, 
characterized by the fact that it comprises a system of conveyance according to claim 1. 
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IN THE ABSTRACT : 

Please insert the following new Abstract of the Disclosure: 

The invention relates to a system of conveyance for a blowing installation for 
thermoplastic containers, comprising a series of conveyor elements (24) which are fitted with a 
gripper device (26, 28), whereby each gripper device can move in an axial direction in relation to 
the conveyor element (24) on which it is borne in order to become axially engaged on the neck 
(12) of the blank (10). An external radial collar (14) enables said blank (10) to rest upon a 
bearing surface (23). The invention is characterized in that each conveyor element (24) 
comprises a stabilizer (34) which can move in an axial direction from a high retracted position to 
a low position in order to bear upon the blank (10) so that it can be pressed against the bearing 
surface (23) before the gripper device (26, 28) engages with the collar (12). 
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REMARKS 



Entry and consideration of this Amendment is respectfully requested. 



Washington, D.C. 20037-3213 
Telephone: (202) 293-7060 
Facsimile: (202) 293-7860 
MXB/amt 

Date: November 26, 2001 



Respectfully submitted, 



SUGHRUE MION, PLLC 

2100 Pennsylvania Avenue, N.W. 




Registration No. 32,197 



4 



Preliminary Amendment 
Attorney Docket No. Q67049 

APPENDIX 

VERSION WITH MARKINGS TO SHOW CHANGES MADE 

IN THE CLAIMS : 

The claims are amended as follows: 

3. System of conveyance as set forth in an y one of the previou s claims 1 or 2 , 
characterized by the fact that the gripper device (26) comprises a mandrel (28) that engages in an 
axial direction inside the neck (12) of the blank (10), by the fact that the stabilizer (34) comprises 
a bore whose diameter is more or less identical to the inner diameter of the neck (12) and in 
which the mandrel (28) can slide in an axial direction, and by the fact that, in the high position, 
the mandrel (28) is received inside the stabilizer (34) whereas in the low gripping position, the 
mandrel (28) extends outside the bore, through a lower opening delimited by an upper bearing 
edge (40) of the stabilizer (34). 

4. System of conveyance as set forth in claims 2 an d 3- combined , characterized by the 
fact that, at the beginning of its course toward the gripping position, the mandrel (28) drives the 
stabilizer (34) which comes to rest by its lower edge (40) against the preform (10) so as to press 
it against the bearing surface (23), where the mandrel (28) continues its course to its gripping 
position. 

6. System of conveyance as set forth in any one of claims 3 through 5 , characterized by 
the fact that the mandrel (28) is received and tightened in the bore of the stabilizer (34) so that 
the mandrel (28) drives the stabilizer (34) by adherence. 
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8. System of conveyance as set forth in any one of claims 2 through 5 , characterized by 
the fact that the gripper device (26) and the stabilizer (34) are connected in the axial direction by 
elastic means. 

9. System of conveyance as set forth in any o ne of the prev io us claims,!, characterized by 
the fact that the stabilizer (34) slides in an axial direction in a tubular guide sheath (36) that is 
integral with the conveyor element (38, 24). 

10. System of conveyance as set forth in an y o ne of the previous claims J_, characterized 
by the fact that the stabilizer (34) comes to rest on the upper edge (42) of the neck (12) of the 
blank (10). 

11. Thermal conditioning oven for a blowing installation for thermoplastic containers, 
characterized by the fact that it comprises a system of conveyance consi st ent with any one of th e 
previouG accofding to claimsJL 
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(57) Abstract: The invention relates to a system of conveyance for a 
blowing installation for thermoplastic containers, comprising a series of 
conveyor elements (24) which are fitted with a gripper device (26, 28), 
whereby each gripper device can move in an axial direction in relation 
to the conveyor element (24) on which it is borne in order to become 
axially engaged on the neck (12) of the blank (10).An external radial 
collar (14) enables said blank (10) to rest upon a bearing surface (23). 
The invention is characterized in that each conveyor element (24) com- 
prises a stabilizer (34) which can move in an axial direction from a high 
retracted position to a low position in order to bear upon the blank (10) 
so that it can be pressed against the bearing surface (23) before the grip- 
per device (26,28) engages with the collar (12). 

(57) Abrege: L'invention propose un systeme de convoyage pour une 
installation de soufllage de recipients en matenau thermoplastique, du 
type comportant une serie d' elements de transport (24) munis de disposi- 
tif de prehension (26, 28) dont chacun est mobile axialement par rapport 
a Felement de transport (24) qui le porte pour s' engager axialement sur 
le col (12) de l'ebauche (10), Pehauche (10) etant alors en appui par une 
collerette radiale externe (14) sur une surface d* appui (23), caractense" 
en ce que chaque element de transport (24) comporte un stabilisateur 
(34) qui est mobile axialement d'une position haute escamotee a une 
position basse pour venir en appui sur l'ebauche (10) pour la plaquer 
contre la surface d'appui (23) avant que le dispositif de pre*hension (26, 
28) ne s* engage sur le col (12). 
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S ystem for conveying blanks into a blowing installation for container s 



The invention relates to methods for manufacturing hollow thermoplastic objects 
whereby in a first step, a blank is manufactured by injection prior to obtaining the final 
container during a method comprising at least one blowing step. 

The blank obtained by injection usually has a tubular cylindrical body that is 
closed at one of its axial extremities and is extended at its other extremity by a neck, also 
tubular. The neck is usually injected so that it already has its final shape whereas in order 
to shape the final container, the body of the blank must undergo a rather significant 
distortion following the blowing operation. 

These methods relate in particular to the manufacture of polyethylene 
terephthalate (PET) containers. 

Several variants of these methods make up this family. Based on the method used, 
the corresponding manufacturing installation comprises one or several thermal 
conditioning ovens. 

In all the methods in question, the blowing of the body of the blank requires that 
the latter be brought to a temperature that is greater than the glass transition temperature 
of the material. With this end in view, the blank is subjected to thermal conditioning by 
having it circulate inside an oven. The oven comprises heating means that are for 
example made of infrared lamps in front of which the blank is moved using a conveyor 
element. Advantageously, it is provided that the blank rotate on itself during while being 
moved in the oven. 

The blanks are usually held on the conveyor elements by a gripper device 
consisting of a mandrel that is engaged inside the blank's neck and holds the latter in 
place by tightening it against the inner face of the neck. However, in certain cases, the 
blank is gripped by the outer face of the neck. ^ 

In some of these methods, we seek to increase the temperature hold of the final 
container's body by increasing the PET's crystallinity ratio. This is done by first 
subjecting the blank to a first blowing phase in order to obtain an intermediate container 
that in turn is subjected to a heating phase in a thermal treatment oven, a phase during 
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which it shrinks. This shrunken container is then subjected to a second blowing phase 
that gives it the shape of the final container. 

In another method, the neck of the blank, the final container or an intermediate 
container is what we want to heat in order to increase its crystallinity. Therefore, the 
installation comprises an adapted thermal treatment oven. 

In all cases, we see that the installations for the manufacture of thermoplastic 
containers can comprise several types of thermal treatment ovens, where these ovens are 
of course adapted to the thermal treatment that is to be performed. However, all these 
ovens comprise a conveyor system. 

These various systems are thus meant to convey objects that correspond to the 
various manufacturing phases of the final container. However, they are all conceived to 
seize this object by the neck, which does not undergo any basic geometric variation, even 
if certain treatments lead to a change in the structure of the material that constitutes the 
neck. Also, in the text that follows we will indifferently use the term preform, blank or 
bottle to designate the object that is to be treated in the oven. 

According to a known technique, the conveyor system can for example be 
comprised of a conveyor link chain that moves continuously on itself. 

To seize the preform, a conveyor element comprises a gripper device that moves 
in an axial direction in relation to the conveyor element and that, when brought from an 
extreme cleared position to an extreme gripping position, engages in an axial direction on 
the neck of the blank. 

For this to take place, the blank must be brought under the corresponding 
conveyor element and must be held directly above said element throughout the entire 
duration of the seizing operation. Yet, during this time, the conveyor element moves 
continuously, therefore, the blank must also be moved continuously. 

With this end in view, the blank is for example supported by a loading wheel that 
comprises a disk that is driven in rotation around its axis and is fitted, on its periphery, 
with notches that are more or less semi-circular. An arc of circle guide is arranged around 
a portion of the disk's periphery in such a way that a blank can be clasped in a radial 
direction between a notch of the disk and the guide. The blank then rests by a collar 
located at the base of its neck on both the disk and the guide, where the neck and the 
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body of the preform extend respectively above and under the level of the disk. Thus, the 
preform is carried by the loading wheel and, through the rotation of the disk, is driven 
following a circular trajectory. 

The loading wheel is arranged in such a way that the circular trajectory of the 
preform is at a point that is at a tangent to the direction in which the conveyor system 
moves. The movements of the wheel and the conveyor elements are synchronized so that, 
at this point of tangency, the blank is arranged in an axial direction directly over the 
gripper device of one of the conveyor elements. Thus, at this point, the gripper device can 
be made to move towards its low position to seize the blank by the neck. 

Therefore, we note that, at the point of tangency, the blank still rests on the 
loading wheel and on the guide, which stops right after this point to allow the blank to 
follow its new trajectory, which is that of the conveyor element. 

In theory, at the loading point level, the blank rests by its collar on the loading 
wheel and its position is perfectly defined by the notch of the disk in which it is clasped. 

However, in practice, it is necessary to provide for operating clearances between 
the blank, the disk and the guide. Therefore, the blank has a certain range of movement in 
relation to said two elements. Yet, we noted that this range allowed the blank to vibrate 
on the loading wheel. This is particularly noticeable in high pace installations in which 
the speed of the blank's movements at the level of the loading wheel is relatively 
significant. Said vibrations affect the precision of the actual position of the blank's neck 
at the level of the loading point so that, in some cases, the gripper device and the neck are 
offset to the point of preventing the blank from being gripped correctly. 

Therefore, the objective of the invention it to suggest means that make is possible 
to ensure that the preform is perfectly stable when it is gripped by the conveyor chain. 

With this end in view, the invention suggests a system of conveyance for blowing 
installations for thermoplastic containers, of the type that comprises a series of conveyor 
elements fitted with at least one gripper device used to hold a container blank in order to 
move it along a path inside the installation, of the type in which each gripper device 
moves in an axial direction in relation to the conveyor element that carries it so that, 
when it is brought from a high cleared position to a low gripped position, it engages in an 
axial direction with the blank's neck, where the blank then rests by an external radial 
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collar on a bearing surface, characterized by the fact that each conveyor element 
comprises a stabilizer that can move in an axial direction from a high retracted position to 
a low position in order to bear upon the blank so that it can be pressed against the bearing 
surface before the gripper device engages with the neck. 
Based on other characteristics of the invention: 

- the stabilizer's movements between its high and its low positions are controlled 
by the movements of the gripper device; 

- the gripper device comprises a mandrel that engages in an axial direction inside 
the blank's neck; the stabilizer comprises a bore whose diameter is more or less identical 
to the internal diameter of the neck and in which the mandrel can slide in an axial 
direction; and, in the high position, the mandrel is received inside the stabilizer whereas, 
in the low gripping position, the mandrel extends outside the bore, through a lower 
opening delimited by the stabilizer's lower bearing edge; 

- at the beginning of its stroke toward its gripping position, the mandrel drives the 
stabilizer that comes to rest by its lower edge against the preform in order to press it 
against the bearing surface; and the mandrel continues its course until it reaches its 
gripping position; 

- during its return stroke toward its high cleared position, the mandrel brings the 
stabilizer back toward its high retracted position; 

- the mandrel is received and tightened in the stabilizer's bore in such a way that 
the mandrel drives the stabilizer by adherence; 

- the mandrel comprises a ring that is elastic in the radial direction so that, in the 
mandrel's high position, it comes to rest against a lateral wall of the stabilizer's bore and, 
in the mandrel's low position, it comes to rest against the inner surface of the blank's 
neck; 

- the gripping device and the stabilizer are connected in an axial direction by 
elastic means; 

- the stabilizer slides in an axial direction in a tubular guide sheath that is integral 
with the conveyor element, and 

- the stabilizer comes to rest on the upper edge of the blank's neck; 
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The invention also relates to a thermal conditioning oven for a blowing 
installation for thermoplastic containers, characterized by the fact that it comprises a 
system of conveyance that incorporates any one of the previous characteristics. 

Other characteristics and advantages of the invention will become apparent after 
reading the following detailed description and looking at the attached drawings where: 

- figure 1 is a perspective schematic view of an example of execution of the 
means for transferring the preforms towards a system of conveyance as set forth in the 
invention; and 

- figures 2 through 4 illustrate a conveyor element fitted with a preform stabilizer 
consistent with the invention, where the gripping device is illustrated in the high cleared 
position, in an intermediate stabilization position and in its low gripping position 
respectively. 

The invention will now be described in the particular case of a system of 
conveyance for a thermal oven that treats thermoplastic preforms 10, for example PET 
preforms. The preform 10 is made using molding by injection and has a neck 12 that is 
shaped directly into its final shape, where the neck comprises, at its base, an external 
radial collar 14. In order to make the description clearer, we will assume throughout the 
remainder of the text that the preform 10 is arranged vertically, with the neck toward the 
top, as illustrated in figures 1 and 2. The geometric terms used to describe the invention 
stem from this agreement and must not be considered as limitations to the scope of the 
invention. 

In figure 1 we have illustrated a loading wheel 16 that is an example of execution 
of the transfer means used to bring the preforms to the thermal conditioning oven in a 
blowing installation for containers. This example does not limit the scope of the 
invention. The loading wheel 16 comprises a horizontal disk 18 that is driven in rotation 
at a constant speed around its axis AO and is fitted, on its external periphery, with notches 
20 that are more or less semi-circular. An arc of circle fixed guide 22 is arranged around 
a portion of the periphery of the disk 18. The disk and the guide are separated in a radial 
direction by a distance that is more or less equal to half the diameter of the body of the 
preform below the collar 14. 
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The performs 10 will each be engaged by feeding means (not represented) into a 
notch 20 of the disk 18, right in front of the beginning of the arc of circle guide 22. 
Therefore, the preform is driven by the notch 22 and then becomes clasped in a radial 
direction between the disk 18 and the guide 22 following a circular trajectory around the 
axis AO. All along this trajectory, the preform 10 rests by its collar 14, under the sole 
effect of its weight, on the disk 18 and the guide 22 that form a bearing surface 23. 

Thus, the loading wheel transfers the preform 10 to a loading point where the 
trajectory of the preform on the loading wheel is more or less tangential to that of the 
conveyor elements of a system of conveyance. The preform 10 is then under one of the 
conveyor elements 24, along the same axis Al as the latter. 

The system of conveyance could for example be comprised in a known way of a 
link chain, where for example each link carries one or two conveyor elements. However, 
the invention could apply to any similar system that ensures the conveyance of a 
container blank in a blowing installation for containers from a previously injected 
preform. In particular, we can plan to have the conveyor elements laid out on a rotary 
crown or set up in the form of independent carriages. 

From the point of tangency that corresponds more or less to an extremity of the 
guide 22, the conveyor element 24 loads the preform 10 so that, in this case, it will follow 
a path inside the oven. 

Figures 2 through 4 illustrate three steps of how the conveyor element 24 grips the 
preform 10. 

As can be seen in these schematic figures, the conveyor element 24 comprises a 
gripper device 26 that moves in an axial direction between a high cleared position and a 
low gripping position in which it is engaged with the neck 12 of the preform 10. In the 
example shown, the gripper device 26 comprises, on its lower extremity, a mandrel 28 
that will be engaged through tightening inside the neck 12. The mandrel 28 comprises a 
ring 30 that is received in an annular groove made in the external cylindrical surface of 
the mandrel 28. An elastomeric o-ring 32 is clasped in a radial direction between the ring 
30 and the bottom of the groove, so that the sections of the ring are solicited in a radial 
direction toward the outside. Thus, when the mandrel 28 is in the low position inside the 
neck 12, the sections of the ring 30 rest on the internal cylindrical surface of the neck 12, 
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which holds the preform 10 on the gripper mandrel 28. The ring 30 can also be made in 
the shape of a split annular ring. 

As set forth in the teachings of the invention, the conveyor element 24 comprises 
a stabilizer 34 that moves in an axial direction to come and rest on the preform 10 before 
the mandrel 28 is engaged with the neck 12. The stabilizer 34 is made in the shape of a 
tube element mounted as a slide in a tubular guide sheath 36 that is fixed in relation to a 
main body 38 of the conveyor element 24. The guide sheath 36 is of course open at its 
lower extremity. The stabilizer's lower extremity forms an annular edge 40 whose 
dimensions correspond with the upper edge 42 of the neck 12. This upper edge 42 is the 
edge that will delimit the opening of the final container. 

In figure 2, the stabilizer 34 is illustrated in a high retracted position in which it 
rests by its upper extremity against the fixed body 38 of the conveyor element 24. 

The stabilizer 34 has an internal cylindrical bore that is open toward the top and 
the bottom and in which the mandrel 28 is received with possibility of a slide. The 
diameter of the bore is more or less equal to the internal diameter of the neck 12. 

In the high position illustrated in figure 2, the mandrel 28 is fully received inside 
the stabilizer's 28 bore so that its ring 30 rests in a radial direction against the stabilizer 
34, which therefore creates a source of friction between the two. 

Thus, when the mandrel is moved toward the bottom by its actuating means (not 
represented), it takes the stabilizer 34 with it in the direction of the preform, until the 
lower edge 40 of the stabilizer comes to rest against the upper edge 42 of the neck 12 as 
represented in figure 3. 

If the preform 10 rests by its collar 14 on the bearing surface 23, the stabilizer 34 
is blocked in the axial direction. However, the mandrel 28 can continue its course toward 
the bottom, where its ring 30 slides on the internal cylindrical wall of the stabilizer 34. 
This sliding produces a friction force that solicits the stabilizer toward the bottom, where 
in turn the stabilizer exerts a bearing force on the preform' s neck. This bearing force 
makes it possible it eliminate any possibility of vibration of the preform, which 
guarantees a stable and perfectly defined position before the mandrel penetrates inside the 
neck. 
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In figure 4, we can see that, once the preform is stabilized, the mandrel 28 can 
exit toward the bottom outside the stabilizer so as to penetrate inside the neck, where the 
ring 30 then cooperates with the internal surface of the latter to make the preform integral 
with the conveyor element 24. 

Once the mandrel is engaged with the neck, the preform 10 can be evacuated from 
the loading wheel 16 using the system of conveyance as the preform no longer has to be 
supported by its collar. 

To unload the preform from the conveyor element, two options are available. 

Thus, we can seize the preform by the neck, for example using either tongs or a 
retaining surface that would cooperate with the upper surface of the collar 14, and order 
the mandrel 28 toward the top in order to free it from the neck. In this case, once the ring 
30 is out of the neck, it once again cooperates with the stabilizer so as to bring it back 
toward it high retracted position. In the retracted position, the stabilizer is immobilized in 
an axial direction toward the top against the body of the conveyor element and the 
mandrel can continue its freeing movement toward the top by penetrating inside the bore 
made in the stabilizer. 

In this way, we can also plan to have the stabilizer perform the ejection function 
at the time of the unloading. In this case, we order the mandrel toward its high position. 
The preform, which is not held back, follows the movement of the mandrel causing the 
stabilizer to move upward to its retracted position in which it rests against the body 38 of 
the conveyor element 24. From this position, the preform can no longer more upward so 
that the mandrel, which follows its course towards its retracted position, exits the neck of 
the preform and then penetrates into the stabilizer's bore. 

In the method of execution of the invention that has just been described, we note 
that the stabilizer's movements are caused by the movements of the mandrel 28, without 
the intervention of any other element. 

However, in an alternative method of execution (not represented), we for example 
plan to have the mandrel order the lowering of the stabilizer using a compression spring 
that is interposed in an axial direction between the two. In this case, when the stabilizer 
comes in contact with the preform, the spring is compressed, which creates a bearing 
effort that is transmitted by the stabilizer to the preform. With such a method of execution 
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we must however be careful to choose a spring whose stiffness is not too significant. 
Indeed, when the preform is cleared from the bearing surface 23, the spring continues to 
force an axial effort toward the bottom on the preform. If the spring is too stiff, this effort 
could make the preform slide in relation to the mandrel, which would result in the 
preform having a bad axial position or even being dropped. 

As a variant, we could also plan to have the stabilizer come to rest on the 
preform 's collar 14. 

In all cases, we would see that the effort exerted by the stabilizer on the preform 
be relatively weak so as not to mark the preform. This effort will have to be just sufficient 
enough to avoid vibrations of the preform. 

We will note in the method of execution described above that conversely the 
stabilizer no longer exerts any effort on the preform once the ring 30 cooperates with the 
neck 1 2 and not with the stabilizer. 

Therefore the invention makes it possible to guarantee perfect reliability of the 
preform loading operation on the system of conveyance, even for the high pace machines 
in which speed of movement of the parts is important. 
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CLAIMS 

1. System of conveyance for a blowing installation for thermoplastic containers, 
of the type that comprises a series of conveyor elements (24) fitted with at least one 
gripper device (26, 28) conceived to carry a blank (10) of the container in order to make 
it circulate along a path inside the installation, of the type in which each gripper device 
(26, 28) moves in an axial direction in relation to the conveyor element (24) that carries it 
so that when it is brought from a cleared high position to a low gripped position, it 
engages in an axial direction with the neck (12) of the blank (10), where the blank (10) 
then rests by an external radial collar (14) on a bearing surface (23), 

characterized by the fact that each conveyor element (24) comprises a stabilizer 
(34) that moves in an axial direction from a high retracted position to a low position to 
come and rest on the blank (10) in order to press it against the bearing surface (23) before 
the gripper device (26, 28) engages with the neck (12). 

2. System of conveyance as set forth in claim 1, characterized by the fact that the 
movements of the stabilizer (34) between its high and its low positions are controlled by 
the movements of the gripper device (26, 28). 

3. System of conveyance as set forth in any one of the previous claims, 
characterized by the fact that the gripper device (26) comprises a mandrel (28) that 
engages in an axial direction inside the neck (12) of the blank (10), by the fact that the 
stabilizer (34) comprises a bore whose diameter is more or less identical to the inner 
diameter of the neck (12) and in which the mandrel (28) can slide in an axial direction, 
and by the fact that, in the high position, the mandrel (28) is received inside the stabilizer 
(34) whereas in the low gripping position, the mandrel (28) extends outside the bore, 
through a lower opening delimited by an upper bearing edge (40) of the stabilizer (34). 

4. System of conveyance as set forth in claims 2 and 3 combined, characterized by 
the fact that, at the beginning of its course toward the gripping position, the mandrel (28) 
drives the stabilizer (34) which comes to rest by its lower edge (40) against the preform 
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(10) so as to press it against the bearing surface (23), where the mandrel (28) continues 
its course to its gripping position. 

5. System of conveyance as set forth in claim 4, characterized by the fact that 
during its return course toward its high cleared position, the mandrel (28) brings the 
stabilizer (34) back to its high retracted position. 

6. System of conveyance as set forth in any one of claims 3 through 5, 
characterized by the fact that the mandrel (28) is received and tightened in the bore of the 
stabilizer (34) so that the mandrel (28) drives the stabilizer (34) by adherence. 

7. System of conveyance as set forth in claim 6, characterized by the fact that the 
mandrel (28) comprises a ring (30) that is elastic in relation to the radial direction that, in 
the mandrel's (28) high position comes to rest against the lateral wall of the bore 
stabilizer (34) and, in the mandrel's (28) low position, against the inner surface of the 
neck (12) of the blank (10). 

8. System of conveyance as set forth in any one of claims 2 through 5, 
characterized by the fact that the gripper device (26) and the stabilizer (34) are connected 
in the axial direction by elastic means. 

9. System of conveyance as set forth in any one of the previous claims, 
characterized by the fact that the stabilizer (34) slides in an axial direction in a tubular 
guide sheath (36) that is integral with the conveyor element (38, 24). 

10. System of conveyance as set forth in any one of the previous claims, 
characterized by the fact that the stabilizer (34) comes to rest on the upper edge (42) of 
the neck (12) of the blank (10). 
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11. Thermal conditioning oven for a blowing installation for thermoplastic 
containers, characterized by the fact that it comprises a system of conveyance consistent 
with any one of the previous claims. 
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(57) Abstract: The invention relates to a system of conveyance for a 
blowing installation for thermoplastic containers, comprising a series of 
conveyor elements (24) which are fitted with a gripper device (26, 28), 
whereby each gripper device can move in an axial direction in relation 
to the conveyor element (24) on which it is borne in order to become 
axially engaged on the neck (12) of the blank (10).An external radial 
collar (14) enables said blank (10) to rest upon a bearing surface (23). 
The invention is characterized in that each conveyor element (24) com- 
prises a stabilizer (34) which can move in an axial direction from a high 
retracted position to a low position in order to bear upon the blank (10) 
so that it can be pressed against the bearing surface (23) before the grip- 
per device (26,28) engages with the collar (12). 

(57) Abrege: L* invention propose un systeme de convoyage pour une 
installation de soufflage de recipients en materiau thermoplastique, du 
type comportant une serie d' elements de transport (24) munis de disposi- 
tif de prehension (26, 28) dont chacun est mobile axialement par rapport 
a T element de transport (24) qui le porte pour s' engager axialement sur 
le col (12) de Febauche (10), l'ebauche (10) etant alors en appui par une 
collerette radiale externe (14) sur une surface d* appui (23), caracte*rise~ 
en ce que chaque element de transport (24) comporte un stabilisateur 
(34) qui est mobile axialement d'une position haute escamotee a une 
position basse pour venir en appui sur Tebauche (10) pour la plaquer 
contre la surface d* appui (23) avant que le dispositif de prehension (26, 
28) ne s* engage sur le col (12). 



WO 00/73179 



1/2 



09/979584 

PCT/FROO/01404 




10 1 

i 

FIG.l 



Declaration and Power of Attorney for Patent Application 



Declaration et pouvoirs pour demande de brevet 

French Language Declaration 



En tant que rinventeur nomme ci-apres, je declare par le 
present acte que : 

Mon domicile, mon adresse postale et ma nationality sont ceux 
Figurant ci-dessous a cote de mon nom. 



Je crois etre le premier inventeur original et unique (si un seul 
nom est mentionne ci-dessous), ou Tun des premiers co- 
inventeurs originaux (si plusieurs noms sont mentionnes ci- 
dessous) de Tobjet revendique, pour iequel une demande de 
brevet a ete deposee concernant 1' invention intitulee 



As a below named inventor, I hereby declare that: 



My residence, mailing address and citizenship are as stated next 
to my name. 



I believe I am the original, first and sole inventor (if only one 
name is listed below) or an original, first and joint inventor (if 
plural names are listed below) of the subject matter which is 
claimed and for which a patent is sought on the invention 
entitled 



SYSTEM FOR CONVEYING BLANKS INTO A BLOWING 
INSTALLATION FOR CONTAINERS 



et dont la description est fournie ci-joint a moins que la case 
suivante n'ait ete cochee : 

□ a ete deposee le 

sous le numero de demande des Etats-Unis ou le numero 
de demande international PCT 

(n° de confirmation ; ) 

et modifiee le 

___ (le cas echeant). 

Je declare par le present acte avoir passe en revue et cornpris le 
contenu de la description ci-dessus, revendications comprises, 
telles que modifiees par toute modification dont il aura ete fait 
reference ci-dessus. . • 

Je reconnais devoir divulguer toute information pertinente a la 
brevetabilite, comme defini dans le Titre 37, § 1.56 du Code 
federal des reglementations. 



the specification of which is attached hereto unless the 
following box is checked: 

0 was filed on May 23. 20Q0 ^ 

as United States Application Number or PCT 
International Application Number 
PCT/FROO/0 1 404 «*md was amended on 

(if applicable). 

1 hereby state that I have reviewed and understand the contents 
of the above identified specification, including the claims, as 
amended by any amendment referred to above. 

I acknowledge the duty to disclose information which is 
material to patentability as defined in Title 37, Code of Federal 
Regulations, § L56. 
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French Language Declaration 



Je revendiqu'e par le present acte avoir la prionte etrangere, en 
vertu du Titre 35, § 1 19(a)-(d) ou § 365(b) du Code des Etats- 
Unis, sur toute demande etrangere de brevet ou certificat 
d'inventeur ou, en vertu du Titre 35, § 365(a) du meme Code, sur 
toute demande Internationale PCT designant au moins un pays 
autre que les Etats-Unis et figurant ci-dessous et, en cochant la 
case, j'ai aussi mdique ci-dessous toute demande etrangere de 
brevet, tout certificat d'mventeur ou toute demande Internationale 
PCT ayant une date de depot precedant celle de la demande a 
propos de laquelle une priori te est revendiquee. 



I hereby claim foreign prion ty under Title 35, United States 
Code, § 1 1 9(a)-(d) or § 365(b) of any foreign application(s) for 
patent or inventor's certificate, or § 365(a) of any PCT 
jniernational application which designated at least one country 
other than the United States, listed below, and have also 
identified below, by checking the box, any foreign application 
for patent or inventor's certificate, or PCT International 
application having a filing date before that of the application on 
which priority is claimed. 



Prior foreign application(s) 
Demande(s) de brevet anteneure(s) 



99/06816 



France 



(Number) 
(Numero) 



(Country) 
(Pays) 



May 27, 1999 



Priority Claimed 
Droit de prionte revendique 
Yes/Oui No/Non 



0 



□ 



(Day/Month/Year Filed) 
(Jour/Mois/Annee de depot) 



(Number) 
(Numero) 



(Country) 
(Pays) 



Je revendique par le present acte tout benefice, en vertu du Titre 
35, § 1 19(e) du Code des Etats-Unis, de toute demande de brevet 
provisoire effectuee aux Etats-Unis et figurant ci-dessous. 



□ 



□ 



(Day/Month/Year Filed) 
(Jour/Mois/Annee de depot) 



I hereby claim the benefit under Title 35, United States Code, 
§ 119(e) of any United States provisional application(s) listed 
below. 



(Application No.) 
(N° de demande) 



(Filing Date) 
(Date de depot) 



(Application No.) 
(N° de demande) 



(Filing Date) 
(Date de depot) 



Je revendique par le present acte tout benefice, en vertu du Titre 
35, § 120 du Code des Etats-Unis, de toute demande de brevet 
effectuee aux Etats-Unis, ou en vertu du Titre 35, § 365(c) du 
meme Code, de toute demande Internationale PCT designant les 
Etats-Unis et figurant ci-dessous et, dans la mesure ou Tobjet de 
chacune des revendi cations de cette demande de brevet n'est pas 
divulgue dans la demande anterieure americaine ou international 
PCT, en vertu des dispositions du premier paragraphe du Titre 
35, § 1 12 du Code des Etats-Unis, je reconnais devoir divulguer 
toute information pertinente a la brevetabilite, comme defmi dans 
le Titre 37, § 1.56 du Code federal des reglementations, dont j'ai 
pu disposer entre la date de depot de la demande anteneure et la 
date de depot de la demande nation ale ou Internationale PCT de 
la presente demande : 



I hereby claim the benefit under Title 35, United States Code, 
§ 120 of any United States apphcation(s), or § 365(c) of any 
PCT International application designating the United States, 
listed below and, insofar as the subject matter of each of the 
claims of this application is not disclosed in the prior United 
States or PCT International application in the manner provided 
by the first paragraph of Title 35, United States Code, § 112, I 
acknowledge the duty to disclose information which is material 
to patentability as defined in Title 37, Code of Federal 
Regulations, §1-56 which became available between the filing 
date of the pnor application and the national or PCT 
International filing date of this application. 



(Application No.) 
(N° de demande) 



(Filing Date) 
(Date de depot) 



(Status: patented, pending, abandoned) 

(Statut : brevete, en cours d'examen, abandonne) 



(Application No.) 
(N° de demande) 



(Filing Date) 
(Date de depot) 



Je declare par le present acte que toute declaration ci-incluse est, 
a ma connaissance, veridique et que toute declaration formulee a 
partir de renseignements ou de suppositions est tenue pour 
vendique; et de plus, que toutes ces declarations ont ete 
formulees en sachant que toute fausse declaration volontaire ou 
son equivalent est passible d'une amende ou d'une incarceration, 
ou des deux, en vertu de la Section 1001 du Titre 18 du Code des 
Etats-Unis, et que de telles declarations volontairement fausses 
risquent de compromettre la validite de la demande de brevet ou 
du brevet delivTe a partir de celle-ci. 



(Status: patented, pending, abandoned) 

(Statut : brevete, en cours d'examen, abandonne) 

I hereby declare that all statements made herein of my own 
knowledge are true and that all statements made on information 
and belief are believed to be true; and further that these 
statements were made with the knowledge that willful false 
statements and the like so made are punishable by fine or 
imprisonment, or both, under Section 1001 of Title 18 of the 
United States Code and that such willful false statements may 
jeopardize the validity of the application or any patent issued 
thereon. 
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French Language Declaration 



POUVOIRS :' je designe par les presentes tous avocats de 
SUGHRUE MION, PLLC enumeres sous le Numero de Client 
USPTO figurant ci-apres comme mes avocats pour poursuivre 
la presente procedure et traiter avec 1' Office des brevets et des 
marques (Patent and Trademark Office) toute affaire en liaison 
avec celle-ci, reconnaissant formellement que les avocats 
specifiques enumeres sous ce Numero de Client peuvent etre 
modifies a tout moment, a la discretion exclusive de Sughrue 
Mion, PLLC, et demande que toute correspondance relative a 
la demande soit adressee a 1' adresse mentionnee sous le meme 
Numero USPTO. 



POWER OF ATTORNEY: I hereby appoint all attorneys of 
. SUGHRUE MION, PLLC who are listed undephe USRTO 
Customer Number shown below as my;attorneys* to prosecute 
this application and to transact all business in the, : Patenf arid 
Trademark Office connected therewith/<recognizirig that the 
specific attorneys listed under that Customer .Number may be 
changed from time to time at the sole discretion r o f Sughrue 
Mion, PLLC, and request that all correspondence about the 
application be addressed to the address filed under the same 
USPTO Customer Number. 




EMARK OFFICE 



Adresser tout appel telephonique a : (nom et numero de telephone) 

SUGHRUE MION, PLLC 
+1 (202) 293-7060 



Direct Telephone Calls to: (name and telephone number) 

SUGHRUE MIO N, PLLC 
+ 1 (202) 293-7060 



Nom complet de I'unique ou premier inventeur 




Signature de finventeur 



Date 



Inventor's signature 



Date 



Domicile 



Residence -Pf^^ 
c/o SIDEL, Boite Postale 204, F-76053 Le Havre Cede^ France 



Nationality 



Citizenship 
French , , 



Adresse postale 



Mailing Address 
Same as residence 



Nom complet du deuxieme co-inventeur, le cas echeant 



Full name of second joint inventor, if any 

Bruno GALLONI 



Signature du deuxieme inventeur 



Date 



Second inventor's signatu: 




Date 



Domicile 



Residence F^fCX 
c/o SIDEL, Boite Postale 204, F-76053 Le Havre Cedex, France 



Nationality 



Citizenship 
French 



Adresse postale 



Mailing Address 
Same as residence 
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